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rative element is provided with through-holes. At least in the
area of the through-holes, a film is applied to the rear of the
two-dimensionally extending decorative element. When a
plastic melt is introduced, for example by way of injection
molding or extruding, the pressure of the plastic melt presses
the film into the through-holes. The component is used, in
particular, to produce an illuminable field, for example, of a
door sill protector of a motor vehicle.
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METHOD FOR PRODUCING A COMPONENT
HAVING A TWO-DIMENSIONALLY
EXTENDING DECORATIVE ELEMENT AND
COMPONENT HAVING A
TWO-DIMENSIONALLY EXTENDING
DECORATIVE ELEMENT

CROSS REFERENCE TO RELATED
APPLICATIONS

This application is a National Stage of International Appli-
cation No. PCT/CH2009/000364 filed Nov. 16, 2009, claim-
ing priority based on European Patent Application No.
09405154.7 filed Sep. 11, 2009, the contents of all of which
are incorporated herein by reference in their entirety.

The invention relates to a method for producing a compo-
nent according to the precharacterizing clause of claim 1.

Components having a two-dimensionally extending deco-
rative element are known particularly in automobile construc-
tion. For example, DE 44 21 942 C2 discloses a component
which comprises an illuminable field, such as for example
lettering or symbols, and is provided as a door sill protector
strip or bar for a vehicle. The two-dimensionally extending
decorative element is formed by a wall part which comprises
openings that have been produced by lasering, stamping or
the like. A luminous foil is applied on a backside of the wall
part. An intermediate part made of a translucent plastic is
arranged between this luminous foil and the wall part. This
intermediate part has elevations which project into said open-
ings. This intermediate part is fastened on the wall part, for
example by adhesive bonding or screwing.

DE 20 2004 008 681 U1 discloses a component which is
provided for a floor tray edge of an automobile. An interme-
diate part is likewise provided in this case, which has eleva-
tions that engage into corresponding openings of the two-
dimensionally extending decorative element. A light source is
also provided on the backside of the decorative element. A
decorative body comprising illuminable decorative elements
has also been disclosed by EP 2 028 048 A1.

U.S.Pat.No. 6,419,306 A discloses an illuminable plate for
motor vehicles, which has a two-dimensionally extending
decorative element comprising through-holes, a multilayered
foil and a light guide. In order to obtain a viewing side, the
through-holes are filled with transparent plastic.

If the intention is to produce a component with lettering,
which comprises for example the letters A and B, then these
letters respectively contain at least one island-shaped part
which needs to be positioned accordingly. This is possible, for
example, using struts. Such struts, however, are often not
desired for aesthetic reasons. It is known to position these
island-shaped parts in an injection-molding tool by means of
avacuum. This, however, is comparatively elaborate. Further-
more, the island-shaped parts need to be positioned in inden-
tations of the injection-molding tool, which may be done by a
gripper or manually. It has also been found that said island-
shaped parts are not always exactly flush with the surface of
the two-dimensionally extending decorative element in the
component finally produced.

It is an object of the invention to provide a method of said
type which permits simpler production of such a component.

The object is achieved by a method of the type according to
claim 1.

In the method according to the invention, the at least one
through-hole is filled at least partially, and preferably fully, by
the foil. If an island-shaped part is provided, then this is fixed
by the foil before applying the at least one layer. Another
advantage is that the at least one island-shaped part is posi-
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tioned particularly reliably by the engagement of the foil into
the at least one through-hole, and that external influences, for
example temperature changes and moisture, cannot affect the
precise positioning of the island-shaped part. This can be
additionally improved by engagement of the at least one layer
into the foil. Preferably, the foil is flush with the viewing side.
Since the decorative element is not directly back-molded, but
instead the foil is molded on, the time of the molding can be
freely selected. It could also take place in the region of an
island-shaped part, since this part is protected by the foil and,
in particular, displacements of the part due to the molding
pressure can be avoided.

It has been found that the method according to the inven-
tion has the particular advantage that the foil which has pen-
etrated into the at least one through-hole removes or negates
sharp edges of the two-dimensionally extending decorative
element in the region of the at least one through-hole. Inter-
mediate spaces in the region of the at least one through-hole
can be avoided, so that contamination can be avoided even
during prolonged use. The method according to the invention
is therefore also suitable for producing a component in which
the two-dimensionally extending decorative element does not
comprise island-shaped parts.

In particular, the method is suitable for producing a com-
ponent with which an illuminable field can be produced in the
interior region or exterior region of a motor vehicle. For
example, but not exclusively, such a component is suitable for
producing a door sill protector strip, a trim strip, a control
element, for example a button.

According to one refinement of the invention, the foil is
adhesively bonded onto the backside of the two-dimension-
ally extending decorative element. Adhesive bonding of the
foil can be carried out particularly simply and reliably by
means of a roller. An adhesion promoter may be applied on
the foil and/or the decorative element.

The foil is, in particular, a plastic foil. It may be colorless,
or white, or alternatively colored. Using colored plastic foils,
correspondingly tinted illuminable fields can be produced.
Preferably, the foil is at least locally translucent. The foil may
be single-layered or multilayered. Preferably, the at least one
foil is at least locally translucent. An embodiment comprising
a plurality of foils, which may be the same or different, may
also be envisaged.

According to one refinement of the invention, the at least
one layer is produced by injection molding or extrusion. In all
these cases, a pressure is exerted onto the foil, by which a
region of the foil is pressed into the at least one through-hole
and finally engages at least partially into the latter. The at least
one layer preferably in turn engages into the foil. Finally, a
very stable composite of at least three layers is obtained.
Production by injection molding is preferred, since in this
case there are essentially no restrictions in terms of the shape
of the component, while components produced by extrusion
must be essentially in web form. Injection embossing, which
is a form of injection molding, is also possible.

According to one refinement of the invention, the two-
dimensionally extending decorative element is produced
from a metal sheet. In principle, however, the two-dimension-
ally extending decorative element may for example also be
produced from plastic. The plastic decorative element may be
at least partially translucent. The decorative element may be
a very thin and highly flexible foil, since the decorative ele-
ment is supported by the e.g. molded plastic layer. The plastic
layer may be provided with fastening parts, by which the
component can be fastened.

According to one refinement of the invention, the at least
one island-shaped part is fixed in a holder by means of a
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vacuum before the foil is applied. After the foil has been
applied, the vacuum can be released and, for example, the
two-dimensionally extending decorative element with the foil
may be placed into the mold cavity of an injection-molding
tool. It is then no longer absolutely necessary to fix the island-
shaped part in the injection-molding tool, or alternatively in
the extruder.

The component according to the invention, produced by
the method, has at least three layers. The first layer is formed
by the two-dimensionally extending decorative element and
the second layer by the foil applied onto the backside of this
decorative element. The foil engages into the through-holes in
the region of these, and therefore fills these through-holes at
least partially. On the viewing side of the component, the foil
is preferably flush with this viewing side in the region of the
through-holes. This viewing side forms a flat or alternatively
non-flat, for example curved, surface with the optionally pro-
vided island-shaped parts. Outside the at least one through-
hole, elevations or indentations may of course also be envis-
aged. Such a component may have a comparatively small
thickness of a few millimeters. The molded layer is in par-
ticular a supporting layer provided with fastening parts, while
the decorative element may be very thin and flexible. In
particular, it is possible to ensure that island-shaped parts are
flush with the viewing side.

If illumination of the through-holes is provided, then for
example a light guide, on which a light source is arranged,
may be provided on the backside of the component. The light
source may be formed by one or more LEDs. [llumination
merely with LEDs or an electroluminescent foil is also pos-
sible. The component according to the invention is intended
in particular for automobile construction, although applica-
tions in other fields may also be envisaged. For example, an
illuminable field for an item of furniture or a domestic appli-
ance, for example refrigerators, food steamers, washing
machines, ovens, cookers or dishwashers, may be produced
with such a component. In order to achieve maximally uni-
form illumination, it is advantageous that, according to one
refinement of the invention, the foil and/or the at least one
layer is or are formed as a diftuser.

Other advantageous features may be found in the depen-
dent patent claims, the following description and the draw-
ings.

Exemplary embodiments of the invention will be explained
in more detail below with the aid of the drawing, in which:

FIG. 1 schematically shows a three-dimensional view of a
component according to the invention

FIG. 2 shows a section through a portion of the two-dimen-
sionally extending decorative element,

FIG. 3 shows a section according to FIG. 2, a foil being
applied onto the backside of the two-dimensionally extending
decorative element,

FIG. 4 shows a section through the component according to
the invention on the line IV-IV of FIG. 5,

FIG. 5 shows a view of a subregion of the viewing side of
a component according to the invention and

FIGS. 6 to 8 show partial sections through variants of the
component according to the invention.

FIG. 1 shows a component 1 which has a flat or non-flat
viewing side 2, on which a field 3 that represents the letters A,
B and C can be seen. These letters are in this case merely an
example of such a field, which may be configured arbitrarily
per se. The field 3 may be illuminable. The illumination
means necessary for this are not represented here, but are
known per se to the person skilled in the art.

The field 3 is formed by the through-holes 6, shown in FIG.
2, in a two-dimensionally extending decorative element 4.
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These through-holes 6 are produced, for example, by lasering
or stamping. The two-dimensionally extending decorative
element 4 is for example a metal sheet, for example of alu-
minum. In principle, however, the two-dimensionally extend-
ing decorative element 4 may also be produced from a difter-
ent material, for example plastic. Preferably, the two-
dimensionally extending decorative clement 4 has a
comparatively small thickness, for example one millimeter or
less than one millimeter, preferably less than 0.5 millimeter.
The two-dimensionally extending decorative element 4 may
be covered with a protective foil, which is generally removed
after installation.

The two-dimensionally extending decorative element 4 has
abackside 5, onto the surface of which a foil 8 is applied. This
foil 8 is formed by a preferably translucent or at least partially
transparent layer of plastic. The thickness of the foil 8, or
layer, is preferably one millimeter or less than one millimeter,
and preferably more than 0.05 millimeter. The thickness is
preferably from 0.1 to 0.3 millimeter. The foil 8 is produced
for example from ABS, polycarbonate or PMMA. The foil 8
may be multilayered, for example two-layered. In particular,
an upper layer measuring for example 5 um is produced from
PVDF (polyvinylidene fluoride) or PES (polyether sulfone)
and alower layer is produced from PMMA, the total thickness
of'the foil being for example 50 um. The upper layer may also
be a mixture, in particular comprising PVDF and PMMA.
The multilayered foil may, for example, be produced by coex-
trusion. The foil may also be single-layered, consisting of
PVDF or PES or a mixture of PVDF and PMMA. A single-
layered foil, for example of PMMA, may be coated with a
protective varnish. Such foils are particularly resistant against
aggressive environmental influences, for example against
acids and cleaning agents. If the lower layer is of PMMA,
then a particularly good bond with the supporting layer 11 can
be achieved when the latter is produced from a similar mate-
rial, or PMMA.

The component 1 has a further layer 11, which is formed by
a thermoplastic that is molded on a backside 10 of the foil 8.
In the region of the through-holes 6, the foil 4 is pressed by the
layer 11 into these through-holes 6. The foil 8 therefore has,
according to FIG. 4, regions 8' which are visible on the view-
ing side 2.

These regions 8' are flush with the viewing side 2. The
regions 8' fully fill the through-holes 6. In particular, by the
regions 8', edges 13 (FIGS. 3 and 4) in the through-holes 6 are
covered by the regions 8'. The sharpness of these edges 13 is
therefore eliminated by the regions 8' and, furthermore, no
gaps through which parts or even liquid could enter are
formed on these edges 13. The foil 8 may, however, protrude
onthe viewing side 2. The foil 8 may for example form bumps
14 protruding on the viewing side, as shown by FIG. 6. The
component 1' shown in FIG. 6 has a foil 8' which fully fills the
through-hole 6, and furthermore protrudes on a viewing side
2' and forms the bumps 14. The layer 11, as can be seen,
engages with a likewise bump-shaped region 11a into the foil
8' in the region of the through-hole 6.

FIG. 7 shows acomponent 1" in which a foil 8" is flush with
aviewing side 2", but does not fully fill the through-hole 6 so
that there is a space 15 between the foil 8" and the decorative
element 4. In the component 1" shown in FIG. 8, a foil 8™
engages into the through-hole 6, but is not flush with a view-
ing side 2" and likewise forms a space 15.

The invention therefore makes it possible to produce com-
ponents 1 to 1" having substantially different viewing sides 2
to2™.

The layer 11, like the foil 8, is preferably translucent or
transparent, so that the field 3 can be illuminated from a
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backside 12. The layer 11 may have fastening means (not
shown here) by which the component can be fastened, for
example to a body of a motor vehicle.

In the field 3, according to FIGS. 1 and 5, there are island-
shaped parts 7 and 7', respectively. According to FIG. 4, these
parts 7 and 7' are embedded in the foil 8 and are therefore fixed
by the latter. These island-shaped parts 7 are preferably flush
with the viewing side 2.

The preferred method for producing the component 1 will
be explained in more detail below.

In a first step, the two-dimensionally extending decorative
element 4 is produced, for example from a material in web
form. The through-holes 6 are produced, for example, by
lasering or stamping. The two-dimensionally extending deco-
rative element 4 is fixed in a holder (not shown here). The
fixing is carried out, for example, by a vacuum which is
applied on the viewing side 2. The island-shaped parts 7
formed when producing the through-holes 6 are likewise
fixed by the vacuum.

In a second step, the foil 8 is applied onto the backside 5.
The foil 8 is preferably adhesively bonded onto the backside
5. The foil 8 and/or the two-dimensionally extending decora-
tive element 4 are in this case provided with an adhesive layer
or adhesive parts (not shown here). The adhesive bonding or
application of the foil 8 is preferably carried out here using a
roller (not shown here). Once the foil 8 has been applied onto
the decorative element 4, the decorative element 4 is removed
from the holder. Island-shaped parts 7 and 7' are now fixed by
the foil 8.

The two-dimensionally extending decorative element 4,
provided with the foil 8, is now placed in a mold cavity of an
injection-molding tool (not shown here). The injection-mold-
ing tool may be configured as is conventional. After the injec-
tion-molding tool has been closed, the layer 11 is produced by
back-molding the inserted part. By the injection-molding
pressure, the foil 8 is deformed in the region of the through-
holes 6 and penetrates into the through-holes 6. Correspond-
ingly, the layer 11 penetrates into the foil 8 in the region of the
through-holes 6, as can be seen in FIG. 4. The component 1
can now be released from the mold.

The layer 11 may alternatively be produced by coextrusion.
The two-dimensionally extending decorative element 4 with
the applied foil 8 is in this case drawn through the extrusion
nozzle, while the layer 11 is applied continuously. The two-
dimensionally extending decorative element 4 and the foil 8
in this case form a web. It is also possible to produce the layer
11 by injection-embossing, which is likewise an injection-
molding method.
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The invention claimed is:

1. A method for producing a component with a two-dimen-
sionally extending decorative element having at least one
through-hole and with an illumination element for illuminat-
ing the at least one through-hole, the method comprising at
least the following steps:

a.) providing a two-dimensionally extending decorative
element produced from a metal sheet and having at least
one through-hole, a viewing side and a backside,
wherein a field that represents several letters can be seen
on the viewing side, the field being formed by the at least
one through-hole, and wherein the two-dimensionally
extending decorative element comprises at least one
island-shaped part being provided inside at least one
through-hole;

b.) applying at least one foil being at least locally translu-
cent or transparent onto the backside of the two-dimen-
sionally extending decorative element at least in the
region of the at least one through-hole in such a way that
the island-shaped part is fixed by the foil; and

c.) after step b.), applying at least one layer, which is
translucent or transparent and is formed at least locally
as a diffuser, and which is produced by a back molding,
on a backside of the at least one foil, wherein the at least
one foil is deformed in the region of the at least one
through-hole and at least partially penetrates into the at
least one through-hole by a back molding pressure.

2. The method as claimed in claim 1, wherein the foil is
fastened, and in particular adhesively bonded, on the backside
of the two-dimensionally extending decorative element.

3. The method as claimed in claim 1, wherein the at least
one layer is produced by back-molding the two-dimension-
ally extending decorative element in the mold cavity of an
injection-molding tool.

4. The method as claimed in claim 1, wherein the at least
one layer forms a supporting layer which is substantially
thicker than the decorative element.

5. The method as claimed in claim 4, wherein the thickness
of the decorative element is one millimeter or less than one
millimeter and the thickness of the supporting layer is more
than one millimeter.

6. The method as claimed in claim 1, wherein the at least
one layer, when being applied, presses the foil into this
through-hole, so that the foil protrudes on the viewing side.
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